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(54) PRODUCTION OF DOUBLE PACKAGE BODY 

(57)Abstract: 

PROBLEM TO BE SOLVED: To enable high speed filling, 
eliminate the need for sterilization of an insert package 
body, and ensure the heat sealing of an outer package 
body and the insert package body, by using, as an inner 
layer of a multilaye ' film used for the production of the 
insert package body, a resin whose fusing point is lower 
than that of a peelable layer being an outer layer. 
SOLUTION: A filling-bag layer 2 which is an inner layer 
of a film consisting of two or more layers is formed of a 
resin whose fusing point is lower than that of a peelable 
layer 3 being an outer layer and whose adhesive strength 
with respect to the peelable layer 3 is small. After 
contents are filled nto the filling-bag layer 2, an opening 
is hermetically sealed by being heat sealed under the 
condition in which only the inneHayer rein is fused. 
Thereafter the peelable layer 3 is pulled and peeled, ' 
thereby obtaining an insert package body 1 consisting of 
the filling-bag layer 2 only. On the other hand, other 
contents are filled nto an outer package body 

comprising a resin which can be heat sealed together with the insert package body 1, and then 
the insert package body 1 is inserted into the outer package body. Subsequently, an end of the 
insert package bod/ 1 is superimposed on the opening of the outer package body and they are 
heat sealed together to complete a double package body. 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1 This document lias been translated by computer. So the translation may not reflect the original 

precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, arty words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1]Prepare a container which consists of a film more than a bilayer, and restoration **** 
which is a inner layer of the film, Rather than resin of stratum disjunctum which is an outer layer, 
a low melting point and external layer resin are monolayers or multilayers which are formed by 
small resin of adhesive strength, and, subsequently to the container, it is filled up with contents, 
and. [ which were sealed by heat sealing an opening under conditions which only inner layer resin 
fuses / a packed body and nothing ], Change to an interpolation packed body more than a 
monolayer which lengthens and removes a stratum disjunctum film after that, and consists only 
of a restoration bag layered film, and a container which consists of resin in which the 
aforementioned interpolation packed body and heat sealing are possible on the other hand is 
prepared, It is filled up with contents different from a front, and an outer package body, and 
nothing and at least one interpolation packed body which consists only of restoration bag layered 
films subsequently to inside of an outer package body are inserted, A manufacturing method of a 
double package body unifying both and sealing an outer package body by piling up and heat 
sealing an end of an interpolation packed body to an opening of an outer package body. 
[Claim 2]A manufacturing method of the double package body according to claim 1, wherein the 
melting point or softening temperature of an innermost layer of said restoration bag is lower than 
the melting point or softening temperature of stratum disjunctum and the difference is not less 
than 10 **. 

[Claim 3]A manufacturing method of the double package body according to claim 1, wherein 
interlaminar-peeling intensity of the outermost layer of said restoration bag and stratum 
disjunctum is below 100 gf/1.5 cm width. 

[Claim 4]A manufacturing method of the double package body according to claim 1 , wherein 
restoration **** is formed in said restoration bag from more than a bilayer a monolayer or 
whose interlaminar-peeling intensity is more than 300 gf(s)/1.5 cm width. 
[Claim 5] Restoration **** of a container which consists of a film more than said bilayer 
Polyethylene resin. It is a monolayer or a multilayer film which consists of at least one sort of 
polypropylene resin and cyclic polyolefin, A manufacturing method of the double package body 
according to claim 1, wherein stratum disjunctum is a monolayer or a multilayer film currently 
formed from at least one sort chosen from poly-4-methyl-1-pentene, polyethylene 
terephthalate, polyamide, and polypropylene. 

[Claim 6]A manufacturing method of the double package body according to any one of claims 1 
to 5, wherein a film more than said bilayer is fabricated by the co-extruding method. 
[Claim 7]A manufacturing method of the double package body according to any one of claims 1 
to 6 with which the innermost layer is characterized by being a not less than 5 ** low melting 
point or a low softening point from the outer layer by said restoration **** consisting of a 
multilayer film more than a bilayer. 

[Claim 8]A manufacturing method of the double package body according to any one of claims 1 
to 7 which said restoration **** is a multilayer film more than a bilayer, and is characterized by 
at least one of them consisting of cyclic polyolefin. 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention]The small packed body with which another contents were filled up is 
inserted and unified about the manufacturing method of the packed body which has dual 
structure in the big packed body with which a certain contents were filled up in more detail, and 
this invention relates to the manufacturing method of a double package body suitable for the use 
of drugs, foodstuffs, etc. 
[0002] 

[Description of the Prior Art]In the field of drugs, foodstuffs, etc., beforehand, two or more 
source materials are packed independently, and are prepared, and the method of mixing them 
just before use may be taken. After mixing a source material especially, when it saves and a 
possibility of causing aging under the influence of light, heat, etc., or receiving bacterial 
contamination at the time of mixing is during storage, such a packaging method is effective. 
[0003]As the one concrete method, a packed body which is indicated to JP,2-4671,A and which 
connects the container of two entering contents to in-series form, and makes the connection 
section open for free passage at the time of use is known. If both containers are the almost 
same sizes, it will become a desirable packaging method, but since the container which is 
occasionally one side must be made extremely small compared with another side, and balance 
cannot use it easily, being missing in that case, it is hard to adopt this method. 
[0004]There is a double package body which encloses a small packed body in a large packed 
body as another packaging method which improved this point. It is the method of operating it so 
that the contents in a small packed body may flow into a big packed body when using it, and 
mixing both contents in a big packed body, and taking out and using a mixture. A mixture is a 
substance which is easy to cause aging, or the packaging form by this method is convenient to 
avoid contamination by bacteria etc. just before use. 

[0005] However, it also has a difficult point plentifully on manufacture that must carry out 
sterilization treatment of the outside surface of the small packed body enclosed beforehand 
when manufacturing this double package body, and efficient sealing technology is needed when 
unifying both packed bodies etc. 

[0006]For example, although the heat-sealing art as a seal method of plastics can realize a 
positive seal by very easy operation, In order to do work efficiently, when using that a seal can 
be carried out at low temperature, that melting resin does not adhere to a seal jig (seal bar), and 
an automatic liquid filling machine, Since an after-restoration seal is carried out while a film 
receives tension and moves, it is requested from a work plane that it should have melting or a 
layer which is not softened at the temperature of heat sealing etc. Then, the plastic film more 
than a bilayer which the sealing layer does not adhere to a seal bar as plastics with the low 
melting point resin layer used as a heat seal layer, and consists of a high-melting point resin 
layer which is not fused and extended is often used. However, when heat sealing another film, it 
is necessary for the high-melting point resin side of the plastic film more than this bilayer to 
arrange the plastic film of a high-melting point more. Since resin of a big packaging bag fuses at 
a high heat-sealing temperature since the low melting point resin layer by which the seal has 
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already been carried out fuses and exfoliates at an again high heat-sealing temperature then and, 

it is easy to generate a seal leak and becomes difficult heat-sealing forming technique. 

[0007] 

[Problem(s) to be Solved by the Invention]Then, in order to face manufacturing the packed body 
of dual structure in this invention, and to raise manufacturing efficiency and to perform a seal 
certainly. Various examination was repeated for the purpose of improvement of a heat seal 
method when uniting with the pollution control of a small packed body outside surface when 
enclosing a small packed body in a big packed body and unifying, and this invention was reached. 
[0008] 

[Means for Solving the Problem]Namely, this invention prepares a container which consists of a 
film more than a bilayer, and an innermost layer of restoration **** of the film is a low melting 
point from stratum disjunctum resin. With stratum disjunctum resin, outermost layer resin of 
restoration **** is formed in adhesive strength by scarce resin, and subsequently to the 
container is filled up with contents, and. Under conditions which innermost layer resin of 
restoration **** fuses, and stratum disjunctum resin does not fuse, [ which were sealed by being 
filled up using a fluid automatic filling machine, and heat sealing an opening / a packed body and 
nothing ], Change to an interpolation packed body which lengthens and removes a stratum 
disjunctum film after that, and consists only of a restoration bag layered film, and a container 
which, on the other hand, has innermost layer resin in which the aforementioned interpolation 
packed body and heat sealing are possible is prepared, By being filled up with contents different 
from the above, inserting at least one interpolation packed body into an outer package body, and 
nothing and an outer package body, and piling up and heat sealing an end of an interpolation 
packed body to an opening of an outer package body, It is related with a manufacturing method 
of a double package body unifying both and sealing an outer package body. 
[0009] 

[Detailed Description of the Invention]The interpolation packed body enclosed with the inside of 
the manufacturi n g method double package body of an interpolation packed body is manufactured 
through the following process. The film more than the bilayer which consists of restoration **** 
and stratum disjunctum first is prepared, and since it is filled up with contents, a container is 
manufactured. The film more than the bilayer used here consists of restoration **** arranged 
inside and stratum disjunctum arranged outside, when it becomes a container. Although 
restoration **** may be a monolayer or it may be a multilayer, resin with resin deficient in 
adhesive strength with stratum disjunctum resin in which the resin which forms an innermost 
layer is a low melting point from stratum disjunctum resin, and forms the outermost layer of 
restoration **** is chosen. 

[0010]When the relation of the low melting point and high-melting point which are said here heat 
seals the film more than a bilayer under a certain temperature conditions. Such temperature 
relation by which the innermost layer resin of restoration **** fuses, pastes them up mutually, 
and does not fuse resin of stratum disjunctum then, therefore is not adhered to a seal bar, and 
the film more than a bilayer is not extended even if the tension of taking over is applied is said. 
When choosing the resin which forms restoration **** and stratum disjunctum, it is chosen out 
of the resin which fills the relation of the aforementioned heat sealing. If it is the usual heat- 
sealing conditions, as innermost layer resin of restoration they are the melting point or 
softening temperature (although expressed only with a high-melting point, since there is no 
melting point, the following also contains resin of **** called a high softening point.) from 
stratum disjunctum resin. Suppose similarly that the state of softening is also included in 
expression called melting. Not less than 10 ** of not less than 15 ** and still more desirable 
resin low not less than 1 7 ** are used preferably. 

[001 1]0utermost layer resin and stratum disjunctum resin of restoration **** need a scarce 
thing for adhesive strength mutually. In the process which the outermost layer and the stratum 
disjunctum of restoration **** do not paste up thoroughly under the heat-sealing conditions of 
the above [ time of manufacture of the film more than a bilayer ] again as it is deficient in 
adhesive strength, but is mentioned later mutually here. Such adhesive strength between resin 
that has a relation of the erade which stratum disiunctum lenethens easilv. and is removed from 
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restoration or lengthens and is easy to be removed is meant. As for tlie interlaminar- 
peeling intensity of tine outermost layer of a restoration bag, and stratum disjunctum, it is 
preferred that it is usually below 100 gf(s)/1.5 cm width, and it is preferred that it is below 
further 50 gf(s)/1.5 cm width. 

[0012]It is chosen out of the plastics of the wide range as long as performances, such as the 
various physical properties required of an interpolation packed body, for example, health nature, 
a moldability, mechanical strength, transparency, and pliability, are filled as resin used for 
manufacture of the film more than a bilayer. As such plastics, polyolefin resin, polyester resin, 
polyamide resin, acrylonitrile series resin (for example, trade name Barex by Mitsui Chemicals, 
Inc.), etc. are mentioned. Although a kind suitable for restoration **** resin and stratum 
disjunctum resin is selected from them, since especially polyolefin resin fills the aforementioned 
performance, it is chosen suitably for any layer. Innermost layer resin of restoration **** which 
touches the contents with which especially a container is filled up has preferred polyolefin resin 
of a low melting point. 

[0013]As polyolefin resin, high density polyethylene, low density polyethylene. Linear low density 
polyethylene, the linear low density polyethylene which has branching, an ethylene-alpha olefin 
copolymer. An ethylene vinylacetate copolymer, polypropylene, a propylene-alpha olefin 
copolymer, poly-4-methyl-l-pentene, cyclic polyolefin, etc. may be used preferably, and they 
may be these blended bodies. 

[0014]As an ethylene-alpha olefin copolymer, alpha olefin units, such as propylene, 1-butene, 1- 
pentene, 1-hexene, 4-methyl-1-pentene, and 1-octene, — 0.1-20-mol % — the ethylenic 
copolymer to contain is preferred and it can manufacture in the high-density range from low 
density using a Ziegler catalyst or a metallocene catalyst, as a propylene-alpha olefin copolymer 
~ alpha olefin units, such as ethylene and 1-butene, — 0.1-20-mol % — it can manufacture 
using the catalyst system of the above [ the pro PIRENN copolymer to contain ]. 
[0015]As cyclic polyolefin, 0.1-50 mol of alpha olefin unit %, such as ethylene, propylene, 1- 
butene, 1-pentene, 1-hexene, 4-methyl-1-pentene, and 1-octene, A copolymer with the 
tetracycio dodecen which is cyclic olefin or its derivative, or norbornene or its derivative is 
preferred. The tetracycio dodecen which is cyclic olefin or its derivative, and norbornene or the 
ring-opening-polymerization object of the derivative is desirable. 

[0016]As a desirable example of combination of restoration **** resin and stratum disjunctum 
resin, the inner layer of a restoration bag Polyethylene, When an interlayer is used as cyclic 
polyolefin and an outer layer is used as polyethylene, as stratum disjunctum resin, poly-4- 
methyl-l-pentene, nylon 6 resin. Nylon 66 resin, polyethylene terephthalate resin, etc. are 
selected from each melting point or softening temperature, and a viewpoint of adhesive strength. 

[001 7]As composition of the film more than a concrete bilayer, the copolymer of ethylene and 4- 
methyl-l-pentene. Linear low density polyethylene which is a copolymer of ethylene and 1- 
butene or a copolymer of ethylene and 1-hexene is chosen as the inner layer and external layer 
resin of restoration ****, When ethylene and the copolymer resin of tetracycio dodecen are 
chosen as an interlayer of restoration **** and poly-4-methyl- 1-pentene is chosen as stratum 
disjunctum resin, heat sealing between inner layer resin, For example, it pastes up firmly mutually 
at a low temperature of about 1 1 5-1 40 **, and without extending a film at the time of automatic 
filling machine use, when that external layer resin adheres to a seal bar also manufactures an 
interpolation packed body, it lengthens stratum disjunctum resin easily and can remove it from a 
container. 

[0018]Since restoration **** resin serves as a container section of an interpolation packed 
body, heat-sealing nature is independently asked for the pliability as a container, shock 
resistance, or transparency. Therefore, when using polyethylene as some restoration **** resin, 
for example, for the polyethylene to have sufficient molecular weight to carry out film shaping, 
and to have the density which gives moderate pliability, shock resistance, or transparency, and a 
degree of crystallinity is desired. As such polyethylene, it is ASTMD-1238 (190 **). The melt 
flow rate measured at 2.16 kg 0.1-50g/10 minutes, the density which are 0.5-20g/10 minutes 
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preferably, and is measured by ASTM D-1 505 — 0.90 - 0.95 g/cm^ — it is preferably chosen 
out of the range of 0.91 - 0.94 g/cm^. In order for inner layer resin to have such physical 
properties, even if it is one kind of polyethylene, it is good also by the blend system of two or 
more kinds of polyethylene. For example, high density polyethylene or high pressure process low 
density polyethylene can be mixed to the ethylene-alpha olefin copolymer of line low density, 
and it can also adjust to it at an aforementioned melt flow rate and density range. 
[0019]In order to be stabilized and to fill up and heat seal, using an automatic filling machine as a 
inner layer packed body, polypropylene, the cyclic polyolefin, polyamide and polyethylene vinyl 
alcohol which are not fused at seal temperature, and Polly 4-methylpentene-1 grade — 
restoration **** — at least — much more — the technique which use by carrying out is 
excellent. The melting point is especially chosen from what is not less than 1 20 among these. 
It excels in polypropylene and cyclic polyolefin that the direction of cyclic polyolefin raises the 
bag tearing nature of an interpolation packed body. When restoration **** is a multilayer. Not 
less than 5 ** of the innermost layer is a not less than 10 ** low melting point or a low softening 
point preferably from the outer layer, and it is owner ** preventing disclosure of contents after 
remaining without at least a part of outer layer fusing at the time of heat sealing and exfoliating 
stratum disjunctum. When restoration **** is a multilayer, interlaminar-peeling intensity is 
usually more than 300 gf(s)/1 .5 cm width, and it is preferred that it is more than further 500 gf 
(s)/1 .5 cm width. 

[0020]Since contents flow out of the layer indirect arrival portion and it moves into the outer 
package body if power is added to an interpolation packed body at the time of use of a double 
package body if easy peel nature is given to the layer indirect arrival portion (heat - sealed 
portion) of the innermost layer resin of restoration it is suitable for mixing both contents. 

When carrying out such usage, if the specified quantity blend of polypropylene, a poly 1 -butene, 
poly-4-methyl-1-pentene, the polyamide, etc. is carried out [ polyethylene ], since easy peel 
nature will appear as innermost layer resin of restoration **s|p|t, it is convenient. 
[0021 ]The resin which constitutes stratum disjunctum has a molecular weight which has a film 
moldability. When using polypropylene, the melt flow rate is measured based on ASTM D-1 238 
(230 **, 2.16 kg), and it is desirable 0.1-50g/for there to be 10 minutes in 0.5-20g/the range for 
10 minutes preferably. The degree of crystallinity by an X-ray diffraction method is not less than 
50% preferably not less than 40%, and, as for the melting point (Tm) by the DSC method, it is 
preferred that they are 100-165 ** and also 110-140 **. Also when using poly-4-methyl-1- 
pentene, a melt flow rate 0.1-50g/10 minutes, It is desirable that it is in 0.5-30g/the range for 10 
minutes preferably, and 0.810 - 0.850 g/cm^ and that it is 0.820 - 0.840 g/cm^ preferably have 
the preferred density measured by ASTM D-1 505. .In addition, since it becomes the shape of a 
container temporarily and is filled up with contents, it has the tensile strength of the mechanical 
physical property which can bear it, and the grade which is not torn when lengthening and 
removing from a inner layer resin layer. 

[0022]The film more than this bilayer is manufactured by co-extrusion inflation molding, co- 
extruslon T-die shaping or extrusion lamination, sticking-by-pressure processing of films, etc. 
20-1 50 micrometers of thickness of a film shall be 40-1 00 micrometers preferably, and, as for 
restoration it is desirable that it is 50 to 80% preferably 40 to 90% of the whole thickness. 
[0023]Although it aims at the film more than such a bilayer carrying out continuation restoration 
with a fluid automatic filling machine, It is also possible to heat seal a base part and a required 
periphery, to form in container shape, such as saccate, tube shape, and the shape of a bottle, 
and for it to be filled up with contents after that, to heat seal an opening, to seal contents, and 
to consider it as a packed body. Or it can be considered as container shape, such as saccate, 
heat sealing the film more than a bilayer, can be simultaneously filled up with contents, and can 
also be considered as a packed body. With a blow molding method, a container can be 
manufactured at once, and it can be filled up with contents, and can also be considered as a 
sealed package object. 

[0024] Next, a stratum disjunctum portion is lengthened and removed from this packed body, and 
it changes to the interpolation packed body which consists only of a packed bed film. When the 
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packed body filled up with contents is continuously manufactured from the film more than a 
bilayer, by rolling round continuously, the end of stratum disjunctum which should exfoliate can 
be lengthened easily and can be removed. 

[0025]if the film more than said bilayer carried out is manufactured with co-extrusion shaping, 
since direct lamination of two or more kinds of resin fused within the separate extrusion machine 
will be carried out within a die, without touching on the open air, when the stratum disjunctum of 
a packed body is lengthened and removed after that, it comes out as it is and a restoration **** 
outside surface is in an aseptic condition. Also in lamination, since lamination resin is extruded 
on the film of another side by a molten state and both interface is in an airtight condition, it is 
kept the same to an aseptic condition. 

[0026]The manufacturing method of an outer package body , next the manufacturing method of 
an outer package body are explained. The container for outer package bodies fabricates a film 
from the above mentioned resin in which an interpolation packed body and heat sealing are 
possible, and makes a pars basilaris ossis occipitalis and a required periphery container shape, 
such as saccate, the shape of a bag, tube shape, and the shape of a bottle, by operation of heat 
sealing etc. It is good also as an immediate container at a blow molding method. Since it is 
unified with an interpolation packed body and heat sealing at a next process, the resin which 
constitutes both packed bodies needs to paste up this external container of each other firmly 
under one seal conditions. For that purpose, as for the outermost layer of an interpolation 
packed body, and the innermost layer of an external container, it is desirable for the melting 
point of resin to approach and for chemical structure to be similar. So, it is preferred that both 
portions are substantially similar resin, and it is not necessarily limited to the same resin. 
[0027]As for heat-sealing operation with this external container and an interpolation packed 
body, it is desirable unlike an interpolation packed body, to be loose conditions and to be carried 
out at a low speed. Namely, an external container chooses resin suitable for the aforementioned 
conditions, and should just manufacture an immediate container. 

[0028]When the interpolation packed body is manufactured from the container of polyolefin resin, 
such as polyethylene, polypropylene, and cyclic polyolefin, What is necessary is to also choose 
and manufacture an outer package body from the range of polyolefines, such as ethylene or a 
homopolymer of propylene, copolymers, and those blended bodies, or just to manufacture such 
polyolefin resin from the laminated film which it has as a sealant layer. 

[0029]The laminated film is a film more than the bilayer which the aforementioned sealant layer 
Joined to at least one base material layer which consists of other polyolefines, polyester, 
polyamide, etc. via direct or a glue line. 

[0030]A sealant layer may form a glue line with an interpolation packed body at least, and, 
occasionally may pay strong [ a part of]. As such sealant resin, the polyolefine explained by the 
paragraph of the manufacturing method of an interpolation packed body, especially polyethylene 
resin can use it conveniently. As physical properties of polyethylene, it is ASTM D-1238 (190 
**). The melt flow rate measured at 2.16 kg 0.1-50g/10 minutes, the density which are 0.5- 
20g/10 minutes preferably, and is measured by ASTM D-1505 — 0.88 - 0.95 g/cm^ ~ it is 
preferably chosen out of the range of 0.90 - 0.94 g/cm^. This polyethylene may be one kind of 
polyethylene, or may be a blend system with two or more kinds of polyethylene, the polyolefine 
of further others, or other polymer. For example, high pressure process low density polyethylene 
can be mixed to the ethylene-alpha olefin copolymer of line low density, or a copolymer with the 
ethylene of amorphism nature, propylene, or 1-butene can be mixed, and it can also acjjust to a 
desirable aforementioned melt flow rate and density range. 

[0031 ]The base material layer must fill the performance as a container, and the resin which 
constitutes a base material layer has physical properties, such as a molecular weight which can 
carry out film shaping, transparency and pliability, and shock resistance. Polyethylene and 
polypropylene resin can be mentioned as an example of representation as such resin. When the 
adhesive property of a sealant layer and this base material layer is insufficient. Providing a glue 
line in the middle should just use carboxylic acid denaturation polyolefine like [ it is desirable 
and ] the polyethylene which carried out graft copolymerization denaturation by polar group 
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content polyolefine, for example, acrylic acid, methacrylic acid, or a maleic anhydride for a glue 
line. 

[0032]As for an external container, in order to support the weight of contents and to bear the 
shock from the outside, it is desirable for 30-300 micrometers of thickness to be 50-200 
micrometers preferably. As for a sealant layer, when a laminated film is used, it is desirable 1 0- 
90 of the whole, and that it is 20 to 80% of thickness preferably. Into this container, it is filled up 
with contents, fabricating a container and let it be an outer package body, after carrying out 
specified quantity restoration of the contents other than the contents in an interpolation packed 
body. 

[0033]Into the manufacturing metho d of a double package body , now the outer package body 
manufactured by carrying out in this way, at least one interpolation packed body produced 
previously is inserted. In that case, the end of an interpolation packed body, for example, the 
opening heat seal part of an interpolation packed body, is piled up inside the opening of an outer 
package body, and heat sealing is anew given from the outside of an outer layer packed body. By 
this heat-sealing operation, if an external container is layer structure and that resin is 
manufactured from the laminated film again, a sealant layer will fuse and it will paste up firmly 
with an interpolation packed body. And an interpolation packed body is fixed in an outer package 
body, both are unified, an outer package body is sealed simultaneously, and a double package 
body is manufactured. Even if the interpolation packed body fixed in an outer package body is 
plurality, it can carry out similarly. 

[0034]The contents with which interpolation and an outer package body are filled up are various, 
for example, if the infusion solution bag of a high calorie is the purpose, the drugs of grape sugar, 
amino acid, and others are together put by the kind of medicine, foodstuffs, etc. the specified 
quantity every, and it should Just be independently filled up with them. In using this double 
package body, the contents in an interpolation packed body are moved into an outer package 
body, but that method may be arbitrary. For example, bag tearing of the power may be applied 
and carried out to an interpolation packed body from the exterior. If inner layer resin when an 
interpolation packed body is manufactured has easy peel nature, power can be similarly applied 
to an interpolation packed body, and contents can also be moved into an outer package body 
from a heat - sealed portion. 

[0035]Next, with reference to drawings, the manufacturing method of one example of the double 
package body concerning this invention is explained. Dr awing 1 is a rough sectional view showing 
a state just before an interpolation packed body is manufactured. Restoration of the contents 
(A) 6 and heat sealing are performed for the four-layer water-cooled tubular blown film which 
consists of restoration **** 2 of three layers, and the stratum disjunctum 3 first using a fluid 
automatic filling machine, and the container 5 which has the seal parts 4 and 7 is manufactured. 
Then, as shown in drawing 1 , from the container 5, the stratum disjunctum 3 is lengthened, and it 
removes and goes, and if all the outer layer resin layers are removed, the interpolation packed 
body 1 will be manufactured. 

[0036] Drawing 2 shows the outline sectional view of the double package body. The pars basilaris 
ossis occipitalis 10 of the five-layer tubular blown film which consists of the base material layer 
9 which consists of the sealant layer 8 and four layers is heat sealed, and it is considered as an 
external container. This container is filled up with the contents (B) 11, and the outer package 
body 1 2 is manufactured. Next, the interpolation packed body 1 is inserted into this outer 
package body 1 2, and in that case, the outside surface of the opening heat seal part 7 of the 
interpolation packed body 1 is laid on top of the inside inner surface of the opening 13 of an 
outer package body, and it heat seals from the outside of the outer package body opening 13. As 
a result, the opening heat seal part 7 of an interpolation packed body and the opening 13 of an 
outer package body paste up, it is fixed by the opening 13 of the outer package body 12, and 
both unify the interpolation packed body 1. Simultaneously, the outer package body 12 is sealed 
and the double package body 14 completes it. 
[0037] 

[Effect of the InventionjAccording to this invention, the multilayer film used in order to 
manufacture an interaolation oacked bodv. Since the meltinet ooint is [ innermost laver resin 1 



JP,2000-309372,A [DETAILED DESCRIPTION] 



7/8 ^— V 



lower than stratum disjunctum resin, when innermost layer resin fuses when heat sealing, 
stratum disjunctum does not fuse, Since a positive seal part without liquid leakage will be formed, 
it will become a sealing body and stratum disjunctum resin will not be fused on the other hand if 
the layer which can perform continuation restoration stably and is not fused at seal temperature 
to the interlayer of restoration **** is provided even if it uses a fluid automatic filling machine, 
There are not adhesion in a heat seal bar and elongation of a film. Therefore, continuous heat- 
sealing shaping with a fluid automatic filling machine and high-speed restoration of contents are 
attained. 

[0038]Since an interpolation packed body is obtained by easy operation in which the film more 
than a bilayer lengthens and removes stratum disjunctum from the container which between the 
layer was manufactured by an aseptic condition, and was manufactured with the film more than a 
bilayer after that. Even if it does not perform sterilizing operation specially, it remains as it is and 
the outside surface of an interpolation packed body can be made into an aseptic condition. 
[0039]Since the outer package body is manufactured by the resin which itself or a sealant layer 
heat seals [ an interpolation packed body and ], heat sealing with the outer layer of restoration 
**** can be sealed easily and certainly at a low temperature, and can maintain the contents in a 
double package body at an aseptic condition. 
[0040] 

[ExamplejNext, although this invention is explained through an example, this invention is not 
limited to this example. Interlaminar-peeling intensity was measured by the following method, 
measuring device: — Sakawa factory digital SHOPPA measurement temperature: — after 
fabricating the laminated film specimen of 1 .5-mm width, and after neglecting it for one week at 
23**2 **, it measures at 23**2 **. 

Measuring method: Set a measuring device to a part for crossing speed and chart speed 
300mm/, support a specimen by hand, insert each class with a measuring device, and pull and 
measure, opening to 1 80 ** up and down. 

(Example 1) the 1st layer — a 1 0-micrometer-thick polyethylene layer (ethylene / 4-methyl-1- 
pentene copolymer.) The melt flow rate 2.0g/10 minutes, density 0.920 g/cm"^, the melting point 
of 1 15 ** measured by DSC, and the 2nd layer — cyclic polyolefin (ethylene / tetracycio 
dodecen.) The melt flow rate 2.0g/10 minutes, density 1.05 g/cm^, the heat deflection 
temperature of 125 **, and the 3rd layer — a 1 0-micrometer-thick polyethylene layer 
(ethylene / 4-methyl-1-pentene copolymer.) The melt flow rate 2.0g/10 minutes, density 0.920 
g/cm^. It is 30-micrometer-thick poly-4-methyl-1-pentene (melt flow rate 26.0g / ten parts) 
about the melting point of 1 15 ** measured by DSC, and the 4th layer. The four-layer water- 
cooled tubular blown film formed from density 0.834 g/cm^ and the melting point of 240 ** was 
manufactured with the coextrusion process, the fluid automatic filling machine was used, at the 
seal temperature of 1 20 **, it was continuation-filled up, and amino acid was heat sealed, and it 
was considered as saccate. Then, the poly-4-methyl-1-pentene layer of the outer layer was 
lengthened and removed, and it was considered as the packed body of 30-micro three-layer 
polyolefine. The interlaminar-peeling intensity of restoration **** at this time and stratum 
disjunctum was 50 gf(s)/1.5 cm width. The interlaminar-peeling intensity of restoration **** was 
800 gf(s)/1.5 cm width. 

[0041 ]on the other hand — the 1st layer — 40-miGrometer polyethylene (sealant layer: — 
ethylene / 1-hexene copolymer.) The melt flow rate 4.0g/10 minutes, density 0.920 g/crr?, the 
melting point of 1 1 6 **, and the 2nd layer — 60micro ethylene propylene rubber (a base material 
layer 1:ethylene propylene copolymer.) The melt flow rate 4.0g/10 minutes, density 0.870 g/cm^, 
the melting point of 80 **, and the 3rd layer — 40-micrometer polyethylene (base material layer 
2:ethylene / 1-hexene copolymer.) Using the 1 40-micrometer thickness [ three layer ] co- 
extrusion water-cooled tubular blown film which consists of density 0.940 g/cm^ and the melting 
point of 121 **, the pars basilaris ossis occipitalis was heat sealed and it was made saccate 
[ big ] for the melt flow rate 4.0g/10 minutes. It was filled up with grape sugar. The small bag 
previously filled up with amino acid into this bag was put in, both regie oralis was piled up, and it 
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heat sealed at 1 20 ** from the exterior. The small bag was fixed by the regio oralis of the big 
bag, and the big bag was also sealed. 



[Translation done.] 
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* NOTICES * 

JPO and I MP IT are not responsible for any 
damages caused by the use of this translation. 

1 This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is an outline sectional view showing a state just before one example of the 
interpolation packed body concerning this invention is manufactured. 

LQravyJng 2]It is an outline sectional view of one example of the double package body concerning 
this invention. 
[Description of Notations] 

1 ... Interpolation packed body 

2 ... Restoration **** 

3 ... Stratum disjunctum 
6 ... Contents (A) 

8 ... Sealant layer 

9 ... Base material layer 
1 1 ... Contents (B) 

1 4 ... Double package body 
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